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1 
This invention relates to cutting glass sheets 
by drawing two series of cutting lines, which lines 
are usually at right angles fo obtain rectangular 
panes, but may also be af any other angle. 
In existing machines adapted fo cut glass by 
drawing two series of parallel cutting lines at 
right angles fo each other, if is necessary to inter- 
rupt the drawing of said lines in order to per- 
form various operations such as positioning, 
transporting and removing the glass sheets and 
also enabling the cutfiing tools to peïform theiï 
return stroke. These repeated interruptions give 
rise fo considerable loss of rime and fo a sub- 
stantial reduction in fihe output of the machine. 
The object of fihe present invention is to obvi- 
are fihese inconveniences and fo carry out fihe op- 
erations as a cycle in which the cutting lines are 
drawn in succession without interruption. To 
this end, according fo oto" invention a series of 
para]lel lines are drawn by a set of travelling tools 
while the glass sheet is stationaïy, and the other 
series of parallel lines are drawn by a set of sta- 
tionary tools while the sheet moves towards or 
away from its stationary position, and simul- 
taneously the travelling tools are caused to per- 
form their return stroke. A fresh sheet being 
brought forward after each sheet has been cut, 
the position after one cycle of operations is such 
that a new identical cycle can be started wlthout 
any interruption taking place in drawing the cut- 
ring lines. 
A further object of this invention is to pro- 
vide a machine for carrying out the above proc- 
ess, such machine having two sers of tools, one 
being movable relatively fo the machine frame, 
the other being stationary and placed in Ïront of 
or behind fihe path coveïed by the movable or so 
called tïavelling tools, so that the sheet sub- 
jected fo fihe action of the travelling tools be cut 
by the stafiionary tools either when it moves to- 
wards the requisite position under the travelling 
tools, or away from such position. The machine 
also comprises various auxiliary mechnisms, in 
païticular means for transporting the glass sheet, 
. for operating the travelling tools and the station- 
ary tools, for adjusting the position of the sheet 
relatively fo the tools and for adjusting the posi- 
tion of one set of tools relatively fo fihe other. 
The lectures of the invention wfll be described 
in detail with reference fo the accompanying 
dravings which fllustrate, by way of example, an 
embodiment of fihe new machine in which the 
glass sheet is successively subjected to the action 
of flhe travelling tools and of the stationary t001s. 
In the dawings: 
Fig. 1 is a general view of the machine in side 
elevation, 

2 
Figs. 2 and 3 show a plan view and a ïro,nt ele- 
vation respectively of the saine machine; 
Figs. 4 fo 12 illustrate on a larger scale con- 
structional detafls of the machine, 
5 Fig. 4 showing a detail of the transporter guid- 
lng means, 
Fig. 5 being a view of the carriage carrying the 
travelling tools, 
Figs. 6 and 7 being vertical sectional views of 
10 the means for operating the travelling tools, 
taken on lines VI--VI and VII--VII respectively 
of Fig. 8, 
Fig. 8 being a plan view corresponding to Figs. 
6 and 7, 
15 Figs. 9 and 10 being enlarged sectional views of 
the means for operating the stationary tools, 
taken on lines IX--IX and XmX respectively of 
Fig. 2, 
Figs. 11 and 12 being a front elevation and a 
20 side elevation respectively of a stop for adjusting 
the position of the glass sheet. 
Fig. 13 is a diagram of electrical connections 
for the operating means. 
Fig. 14 is a fragmentary side elevational view 
25 of a ramp provided for raising th'e travelling tools 
af the end of the cutting operation thereof. 
The machine iliustrated comprises essentially 
three main parts, fo wit, a conveyor, a travelling 
carriage adapted fo more above one portion of 
30 the conveyor transversely thereof, and a set of 
tools mounted in fixed position above the other 
portion of the conveyor so as to cut the glass 
sheet moving along said portion. 
The conveyor comprises an endless carrier  
35 formed of straight cross-boards or slats secured 
to two or more endless chains 2 (Fig. 3) and pro- 
vided with bearing plates 3 having V-shaped 
grooves sliding on guide rails 4 (Figs. 2, 3, 4) ex- 
tending longitudinally of the machine, said rails 
40 being carried by cross bars 5 which in turn rest 
on the machine frame 5 (ig. 1). 
The endless chains 8 mesh with gears 7 ro- 
tated by a motor 8 through a reducing gear and a 
clutch (hot shown). The motor 8 may also oper- 
45 are in synchronism auxiliary conveyors arranged 
in front of or behinE the conveyor . In Figs. 1 
and 2 we bave shown at 9 a conveyor arranged 
in front of conveyor  and operated from the 
latter through the chain ! . 
50 Secured above the front portion of conveyor  
are cross bars ! ! carrying rafls  2 on whic.h runs 
a carrLuge 3 provided with bearings 4 in which 
is journalled an oscfllating shaft  carrying cut- 
ting tools 8 (Fig. 5). 
55 The carriage !3 bas wheels ï with horïzontal 
axes and itis guided along the rails ! 2 by rollers 
8 with vertical axes, which are spring-pressed 
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against the sides of the rails 2. On the carriage 
3 is mounted a motor 19 which, through the 
intermediary of a reducing gear 20 (Fig. 2), ro- 
rates a shft 21 carrying pinions -2 (Fig. 5). 
These pinions mesh with a chain 23 which ex- 
tends between brackets 24 on the machine frame 
and passes on tensioning pinions 2 so that ro- 
tation of the shaft 21 in one or the other direction 
causes the carriage I. to move forward or back- 
ward on the rails 2 along a strictly rectilinear 
path across the conveyor . 
The movement of the carriage 3 is c0nrolled 
by operating a hand switch 2G (Figs. 2, 3 and 13) 
which starts the motor |9 and is thereafter sub- 
stituted through the action of a relay (hot shown) 
by a switch 27 operated at the end of the return 
stroke. At the end of ifs operative stroke the 
carriage strikes against the change-over switch 
23 which causes the motor 9 to start again in 
reverse direction and causes the carriage to re- 
turn to its starting point. At the moment of 
reaching saine the carriage operates the switch 
27 and thus brings about its own stoppage. 
On the other hand, at the end of ifs operative 
stroke the carriage |3 which carries an abut- 
ment 29 causes the saine to operate a switch 30 
which through the intermediary of a relay 
(Fig..13) sends current to the motor 5 and starts 
the movement of the conveyors | and 9. Thus, 
Ïeeding of the glass sheet takes place durfl]g the 
return str0ke of the carriage |3. 
For the sake of clearness, the carïiage |3 as 
illustrated in Fig. 2 is supposed to have been 
!oushed be:ond the end of its stroke, if will be 
understood that the switches 27, 25 are adjustable 
in position along the rails || according to the 
width of the sheets to be cut. 
The throwing into and throving out of opera- 
tion of the cutting tools |6 are conveniently con- 
trolled by the mechanism illustrated in Figs. 6 to 
8. In this mechanism each tool |6 is carried by 
an arm .| rigid with a hub 32 loosely mounted 
on shaft |. The arm .l is adapted to be lifted 
by a yoke .3 carried by collars 34 secnred to the 
shaft I . 
Another collar .@ also secured to the shaft I@ 
carries a fimger ., which, at the end of the opera- 
rive stroke of carriage I., engages a ramp 42@ 
(Fi. 14) whereby it is lifted, causin the shaft 
 to oscillate and fo swing upwardly the yoke 
and therewith the arm 3| and the tools |6, the 
position then being as shown in dot-and-dash 
lines in Fig. 6 and in full lines in Fig. 7. 
At that moment a projection 37 on the collar 3 
is engaged by a latch 8 pivote d at 39 to the .side 
wall oÏ carriage |. and pressed by a spring 4| 
against the periphery of collar .. The tool car- 
rying arm 3 thus is maintained in raised posi- 
tion during the entire inoperative or return 
stroke of the carriage |3. At the end of that 
stroke the fimger 36 engages a ramp 42 and causes 
the shaft | to turn and more the projection 
away from the latch 38 while the rail piece 4. of 
the latch strikes against a spring stop 4, whereby 
the latch is lifted and disengaged from the pro- 
jection 
The movement of the carriage |. then being 
reversed the finger $6 rides down the ramp 42, 
the tools |6 are gradually lowered onto the glass 
and a new operative stroke begins. The latch 
38 drops on the col]af 3 beyond the !orojection 
-7 and is ready to catch saine as soon as the 
tools I  are again lifted. 
As above stated, the motor 8 operating the 
conveyors I and G is started by the closing of 
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switch 0 at the end of the operative stroke of 
the travelling tools I. The glass sheet thus is 
fed from the front portion of conveyor I situated 
under the rafls 12 to the-re.är io9r:ti61ï which is 
5 situated beyond said rails, the stationary tools 
being located at the entrance to said rear por- 
tion. 
T.he to0!s 1 are carried by arms 4 loosely 
mounted on a shaft 47 which extends across and 
!0 .above the conveyor I and is adapted to oscillate 
in bea_ç!ngs 48 ca.rr.ied by side plates 49 adjust- 
ably secure d.te the frame  of the machine. The 
operati9n of tle .tools 4 is controlled electrically 
by means of a switch {} which is operated by the 
1,5 edges of the glass sheet in the following man- 
ner. 
Normally the tools 4 are held in the raised 
position by an electro-magnet 1 whose armature 
is mounted at the end of n ar.m.2 seçured to 
20 the shaft 47 on which are a..!0 .seçured yoçs 
for lifting the tool carrier arms 4. Wh@ th, 
conveyor | brings the eadi.ng edge Of a she_e.t 
underthe t0ols 4, this edge engages the S.w!tch 
0 (Figs. 10 and 13) which 0pens, de-._nCrgi, se.t.lAe 
25 electro-magnet @1 and all0wS t.h.e, t0ols.4 .to do_p 
onto. the glass by the action of gravity. n order 
fo avoid premature dropping, o! the tq0!s and. 
shocks liable to injure saine, the.ir do.wrw.a:d 
movement is slowed doWn by a_ cm. 1 qf decr.e.a- 
30 ing radius (iig. 9) which is' pi,ited 0ri an.afin . 
secured to the shaft 47. When the .too]s i are 
raised, the cam 4 glide_s v!t.hout pre,ss!ng:on the 
surface of the glass or, as s0wn, on..the !oe- 
riphery of a pulley  or o_theç su:eface .mo_ed .in 
SG synchronism wit.h the glas. A.soon as. theshaft. 
47 is freed by the electro-magnet...|, the weight 
of the parts carried thereby rests.through 'the 
cam 4 on the pulley @; the cam-thon .reVolves 
on the.pulley and the tools,aÇe,g:radal:Ybroug!  
40 down until they bear on thë g.lass. 
The cam 4 thus serves:..a_ twqfqld: pu'poe_ 
slows down the drop of the: 
a violent contact with 
the moment wh.e..n they touçh th.e g.lass tn.til the: 
45 edge Of the glass .sheet bas: noved: to the de_sfled 
position with respect to the starting, point.of/the 
cuting line. 
When the trafling edge of the glass, sheet.passes 
under the swïtch @, the latter is closed by the 
50 action of a spring, the electro-magnet @| .draws 
ifs armature and lifts the. tools.before, they are 
reached by the trailing edge, In..its lifting.move - 
ment, the armature o eïecro-magnet 1-tem- 
porarfly closes a contact 7. (Figs,-.2 ald 13) which 
5 acts on relay 4@ fo cut the cur'en: 
veyor motor 8. When- the conveyor stops, 
glass sheet bas been scratched, in two perpendiç 
ular directions and .i ready, tç .be r_emoved h'pm. 
60 the machin. 
The cycle of operaipns_whih_ thu....has, be.e.n.. 
completed comprises two stages Cqlnpri.siDg..ea_c.h. 
several simultaneous step: 
In the first stage, which atarts when the ma- 
chine is Started by the opërm;,-the çnèYo.rl 
6 and 9 are stationary an`d. 
perform their qPerat.ive .stroke, th op.era..t.ions 
being as follows: 
(1) Th sheet a (Fig. ï) which .had. b.een`. 
70 scratched in both diectip, in. the cour.s.¢ .Of_ .the 
preceding cycle is removei or seve, red an. the 
severed papes are rem0vedfl.r.qm th_e. 
(2) The sheet b which in the pr.e.cedi.g cycle 
had been brought_ under, th.e tr.ae.l.lin_ g.. tools 16, 
7 is scratched by said tools in a direction .a gh 
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angles to the direction of movement of the con- 
veyor; 
(3) A sheet c is placed on the auxiliary con- 
veyor 9 in front of the main conveyor 
The second stage, during which the conveyors 
are in operation, is automatically controlled by 
the operation oï the change-over switch 28 and 
of the switch 3{}. If comprises the following si- 
multaneons operations: 
(4) The conveyor ! is set into motion; if car- 
ries the sheet b under the stationary tools 
which are brought down and draw the second 
series oï cutting lines in a direction parallel to 
the movement of the conveyor, while the sheet 
moves away ïrom the working zone of the ma- 
chine; 
(5) The carriage 3 with the travelling tools 
5 thereon moves back fo its starting point, the 
tools 5 being liïted; 
(6) The sheet c is carried by the conveyor 
onto the conveyor ! and cornes fo a stop under 
the carriage 3, while af the saine rime the sta- 
tionary tools 45 are lifted. 
The cycle ther is completed: the machine is 
in the same position as if was when starting: a 
sheet bas been scratched and removed and a 
ïresh sheet bas taken its place and is in working 
position. 
The distance c between tvo successive sheets 
on the conveyor is determined by the distance 
between the leading edge of the sheet positioned 
under the carriage 13 and the stationary tools 
45. As this distance corresponds fo a space on 
the conveyor which is not utilised, if is oï course 
desirable that said distance be as small as pos- 
sible in order fo increase the output of the 
machine. It cannot be reduced fo zero, but it 
is possible o reach the same result, as regards 
the output, by making said distance c equal fo 
the length oï a glass sheet, or fo a multiple of 
such length. If is then possible to place in the 
ïree interval one or more additional sheets on 
the conveyor so that the sheets thereon ïollow 
each other without any substantial interval, and 
the movement oï the conveyor, during one cycle, 
is reduced to the length of one sheet. 
This condition can be easil, fulfilled by 
jnsting the position of the said plates 49 on the 
machine ïrame 5, according fo the length of the 
sheets to be cut, provided of course such length 
remains uniïorm. The operations are carried 
out as described above with this difference only, 
that two different sheets are successively 
scratched, one lengthwise, the other crosswise, 
but as belote, a sheet scratched in both direc- 
tions is delivered by the machine af the end of 
each cycle. 
If is oï importance that the position oï each 
sheet be correctly determined in the transverse 
as well as in the longitudinal direction. 
In ortier to determine the position of the sheet 
in the transverse direction, so that the width 
oï the uncut side edges be uniform, we use an 
adjustable abutment 58 (Fig. 2) mounted ïor 
example in a guide 59 af right angles fo the con- 
veyor 9 and actuated through rod and crank 58, 
5 | by. a motor 52 when the switch 5{} energises 
the electro-magnet 5! controlling the lifting of 
the tools 45. The positioning of the sheet thus 
takes place while the conveyors ! and 9 are 
stationary. 
The longitudinal position oï the sheet under 
the travelling carriage 13 is controlled by a stop 
53 (Figs. 1, 11 and 12) which is pivoted ai 54 to 
the machine frame and is pressed against the 

Conveyor | by a spring 65 so that it catches the 
leading edge of the sheet fed Under the carriage 
3. Belote the conveyor is set in motion, the 
stop 55 is automatically raised by a cam 55 
secured to and extending under the carriage I S. 
When the carriage 13 reaches the end of ifs 
operative stroke and th.e., conveyor is started, the 
cam 56 engages under a nose 57 rigid with the 
stop 55 and lifts said stop for the rime necessary 
fo enable the leading edge of the sheet to pass 
thereunder. IL moves clown during the return 
stroke of the travelling carriage and is again 
in ifs position of engagement when the next 
sheet arri.ves. 
It is understood that modifications may be 
marie in the machine described without depart- 
ing from the scope of the invention. Thus the 
sequence of the two process stages forming a 
cycle may be inverted without changing the re- 
sult or the total duration of these operatïons. It 
is only necessary to that end to place the sta- 
tionary set of tools 45 in front of the travel- 
ling carriage and to change accordingly the e.ec- 
tric connections. 
The means for operating the stationary and 
the travelling tools may also be substituted by 
equivalent means, for example with pneumatic 
instead of electric control. 
If should also be understood that the machine 
may be arranged for cutting the glass in two 
directions at any angle to each other, or even 
in parallel directions, one set of cutters then 
drawing lines in alternating relation to those 
drawn by the cutters of the other set._ 
We claire: 
1. In a machine for cutting glass the combi- 
nation of a machine frame, an endless conveyor 
on said frame, said conveyor being of sufficient 
length to carry ai least two sheets of glass in 
alignment, a carriage travelling above and socross 
a part 5f said conveyor, a set of cutting tools 
on said carriage, a stationary shaft on said ma- 
chine frame extending over and across said con- 
veyor, a set of cutting tools on said shaft, means 
for intermittently moving said conveyor, means 
for causing the tools on said travelling carriage 
to operate on a glass sheet while said sheet is 
stationary, means for causing the tools on said 
stationary shaft to operate on a glass sheet while 
said sheet is moving thereunder, reciprocating 
means for determining the position of the glass 
sheets on said conveyor transversely thereof, and 
means actuated by said carriage for determin- 
ing said position in the longitudinal direction. 
2. In a machine for cutting .glass the combi- 
nation of a machine rame, an endless conveyor 
on said frame, said conveyor being of s,ufficient 
length to carry at least two sheets oî glass in 
alignment, a carriage travelling above and across 
a part of said conveyor, a set of cutting tools on 
said carriage, a stationary shaft on said machine 
frame extending over and across said conveyor, a 
set of cutting tools on said shaft, means for in- 
termittently moving said conveyor, means for 
5. causing the tools on said travelling carriage to 
operate on a glass sheet while said sheet is sta- 
tionary, means or cansing the tools on said sta- 
tionary shaft to operate on a glass sheet while 
the sheet is moving thereunder, a lateral abut- 
ment for determining the position of a glass sheet 
on the conveyor transversely thereof, and means 
for imparting to said abutment a reciprocating 
movement laterally towards and away from said 
conveyor. 
3. In a machine or cutting glass the combina- 
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tion of a machine frame, a.n endless çonvey0r 
on sa_id ffame, said 'conyey_0r being of suffiçnt 
length to carry ai least two hees of- glss _in 
alignment, a cam'iage trave!!i.ng ab0ve and acro_ss 
a part of said conveyor, a set ofcut)ng toc!s, on 5 
said cam-iage, a stationary shat o.n said machine 
frame extending over and acrqss, s,a;1 q0neFor, 
a set of cutting too!s on s.ad shf, neans for 
intermittently moving said convey(r, means for 
causing the too!s on sad travelling ca.rodage t0 
operate on a g]ass sheet hile said sheet iS sta- 
tionary, means for .causing the t0ols on said s.ta- 
tionary shaft fo operate on a glass, sheet whi!e 
the sheet is moving thereunder, a stoP f.0ç deter- 
mining the correctpositi0n of a glÇss sheet 
conveyor longitudinally thereof, s.aid s,tQp being 
normally held in the path of the g.]_ass sheets,. 
and means operative when the c0nveY0r sta-ts 
moving fo move said stop out of the path 0 the 
glass sheets. 20 
4. In a machine for cutting g]as te .combna- 
tion of a nachine frame, an endless conveyor 
on said frame, said co.nveyor being of uflïcient 
length to carry ai least two sheets of .glass. in 
alignment, a carriage travelling- above and aci:0ss 
a part of said conveyor, a set of cutting tools on 
said carriage, a stationary shaft on said machine 
frame extending over and across sad conveyor, 
a set of cutting tools on said shaft, means 
intermittently moving said conveyor, means for S0 
causing the ïools on said travelling carriage to 
operate on a glass sheet while said sheet is sta- 
tionary, means for causing the tools on said sta- 
tionary shaft to operate on a glass sheet while 
the sheet is moving thereunder, a stop for doter- 35. 
mining the correct position of a glass sheet on 
the conveyor longitudinallF thereof, a spring nor- 
mally holding said stop in the path of the g]ass 
sheets, and means on said travellig carriage for 
 moving said stop out  of the. path of the glass 40 
sheets when said tools on the carriage reach the 
end of their operation on a glass sheet, 
5. In a machine for cutting g!ass the combina- 
tion of a machine frame, an endless conveyor on 
said frame a cariage mounted for travel above 4 
and across said convey0r, a set of cutting, tools 
on said cam-iage, a shaft on said machine fame 
extending over and across said conveyor, a set 
of cutting tools on said shaft, means foi-" alter- 
nately and inrdependently effecting the ad- 
vance movement of said carriage across said con- 
veyor while the latter is maintained ai test and 
then effecting the return movement of said car- 
riage while said conveyor is advanced, means for 
raising sid tols on the carriage from a glass 
sheet on said conveyor ai the end of said advance 
movement of said carria.ge, means for locking 
said tools on the carriage n their raisd, posi- 
tions ai the end of said advance moyement o 
the carriage, means operative during the end por- 
tion of said return movement of the carriage fo.r 
conditioning said locking means for rlease 
thereof, rneans, releasing said locking means ai 
the end of said return movement of said car- 
riage and wtlile said conditioning means are oPr 
erative, said conditioning means being furlher 
operative ai the beginning o the 
ment of said carriage for gradual!y l_ov/r!n he 
released tools on aid carriage onto a g!ass sheet 
on said conveyor, mea.ns 
said shaft away fro.m a glass sheet On t_he çor- 
veyor and for re!easing said to0.1s on. the. s.h_aft 
for gravitational mo-einent ono the g!as, s_hee_t, 
means responsive to the passage of the. leding 
and trailing 

said conveyor :for controlling said raising and re- 
leasing means of the too]s on said shaft, and 
means operative .vhen said tools on the shaft are 
released from their raised position for gradua]]y 
lowering thé last mentioned tools onto a glass 
sheet on the moving conveyor. 
6. In a machine for cuting glass the oombina- 
tion .of a machine frame, an endless conveyor on 
said frame, a cam-iage mounted for reciprocating 
trael above .and across said conveyor, a first set 
of cutting tools on said carriage, a stationary 
shaft on s.aid machine frame e:tend!ng .ove_r and 
across said .conveyoç, a second set o cutting tco_ls 
on said shat, means opei;ative te a]ternate]y and 
interdependently effect the movements of said 
carriage and said conveyor so that said .carrige 
is advanced over said c0nveyor v/bile the latter is 
ai test and then the carriage is_ retuz.ned while 
.the conveyor is simultaneously advanced, meEns 
operative to raise said first tools from a !ass sheet 
on the conve:or during the end portion of the 
advance movement .of said carriage, locking 
means operative ai the end of the advance more- 
ment of the carriage .to lock said first tools in 
their raiseE positions, means independent-of said 
raising means operative te effect fm'ther raising 
of said first tools during the end portion of the 
return movement of said cam-iage for condition- 
ing said locking means for re]case thereof, means 
operative to release said locking means a the 
end of said return movement of the carriage, said 
means effecting further raising of said first tools 
during the end portion of said return movement 
a]so being operative to gradua]ly lower the re- 
leased tools onto, a glass sheet on said cOn:esror 
during the initial portion of, the advance moe 
ment of said carriage, means for raising said 
second tools away from a glass-sheet on said con- 
.voyer and. for releasing said second tools for 
graitational, movement onto. a glass sheet on the 
conveyor, means responsive to the passage of. the 
teading and trai]ing edges of saccessive glass 
sheets on said conveyor and c0ntrolling said rais- 
.ingand releasing means, and means intei:cepting 
.the gravitational movemen.t of the-released sec, 
ond .tools .and operative to gradual]y 10wer sáid 
released second tools onto a glass sheet On the 
moving conveyor. 
7. In a nachine for cutting g]ass, the com- 
.bination a.ccording to claire 5, wherein said tools 
.on the shaft are r0çkably moun.ted on the latter; 
.and wherein said means fo!" raising and releasing 
said tools on the shaft includes a yoke r0ckablë 
on said shaft and engageable below said tools on 
.the latter, an electro-magnet mounte d on sai 
.frame and, when energized, acting on said yoke to 
.swing the latter in the direction raising., said tools 
engaged by said yoke, and said means responsive 
,to the passage o the leading and trailing edges. 
.of the glass sheets includes a normally closed 
switch., an e!ect.ic circuit having said switch 
.interposed thezein for normaHy energizing said 
electro-magnet, and a Switch actuator extending 
.into the path of glass sheets on said conveyor and 
.operatively associated with said switch to open 
.the latter upon contact with the leading edge of 
a glass sheet and to maintain said switch in its 
,open condition until the. trailing edge of the glass 
,sheet bas passed fr0m under said switch actuator. 
8. In a machine ïor cutting g]ass, the combi- 
nation according to claire 5 further including, 
means arranged ai a side of said conveyor oper- 
atve to transversely, position the successive glass 
Sheets on the latter, and means arranged above 
s_aid conveyor operaie to determine the longi- 
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tudinal position of successive glass sheets on the 
conveyor. 
9. In a machine for cutting glass, the combi- 
nation as set forth in claim 5; wherein said con- 
veyor includes sprockets rotatably carried by said 
frame, laterally spaced endless chains .meshing 
with said sprockets and trained therearound, slats 
extending between said chains and secured there- 
fo, longitudinal guides on said frame, and grooVed 
bearing plates on said slats s]idably engaging said 
guides. 
10. In a machine for cutting glass, the combi- 
nation as set forth in claire 5; including ad]ust- 
able means mounting said shaft on sald machine 
frame for ad]ustment toward and away from the 
path of travel of sald carriage by distances which 
are substantially equal fo multiples of the lengths 
of the glass sheets on said conveyor. 
11. In a machine for cutting glass, the combi- 
nation as set forth in claire 5; wherein said means 
for alternatelY and interdependently effecting the 
advance and return movement of said carriage 
and the advance of said conveyor includes means 
for automatically reversing the direction of move- 
ment of said carriage ai the end of said advance 
movement thereof, means operative fo star the 
movement of said conveyor, an abutment mov- 
ing with said carrlage, and means actuated by 
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said abutment fo render said starting means op- 
erative when said carriage reaches the end of the 
advance movement thereof. 
GEORGES HENRY. 
5 EDGARD BRICHARD. 
MARC DELACUVEOEER.. 
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